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I. PROJECT ART - PILOT PLANT SUPPORT 

A. Objective : To provide processes for converting and casing stem 
materials into useable form' for the Bermuda Hundred Pilot Plant. 

B. Results : Batches of shredded stems and rolled/cut stems were 
cased with monopotassium citrate and shipped to the Bermuda 
Hundred Plant. Stems were shredded on the D Pilot stem line for 
future ART runs. A conveyor was installed to feed the blending 
silo in D Primary, providing the capability of blending filler and 
stems within individual ART runs. 

C. Plans: Continue to produce stem products as required by Project 
ART. 


II . PROJECT ART - COMMERCIAL PROCESS DEVELOPMENT 

A. Objective : To conduct trials providing information for 
development of the ART commercial process. 

B. Results : Trials were conducted to identify the optimum process 
for casing post-ART filler. In the first trial at the Semiworks, 
extracted filler was cased at the post-ART moisture of 25% and 
then dried to 12.5% in the Adt dryer. Even though the filler had 
been processed through the declumper at the Bermuda Hundred Pilot 
Plant, some pads survived through casing. For the next trial, the 
filler was dried to approximately 17% following extraction. This 
step appeared to eliminate the filler pads, such that there was no 
problem casing and drying the material. In addition, laboratory 
trials have shown that exposing post-ART filler to a steam 
atmosphere will loosen clumps before casing. Results to date 
indicate that the casing can be applied uniformly at ART 
extraction moistures, if the filler is properly loosened through a 
combination of mechanical and thermal treatments. 

A trial evaluating two-step ammonium bicarbonate application was 
conducted for ART run 084. The DL strip blend at 14.3% OV (target 
— 16% OV) was initially cased with a 16.8% AB solution. Following 
cutting, the filler was cased at the Bermuda Hundred Pilot Plant 
with the same concentration of AB solution to yield a 26.7% OV and 
an AB level of 4.2%. The run achieved an extraction level of 98%. 
This method of AB application appears to be feasible, if the 
moisture is controlled properly. 

Filler from ART run 080 was dried in the Sargent's tray dryer with 
air at 2OOF, and samples were taken with time for OV and AB 
analyses. The data indicated that the AB level was constant as 
the filler dried from 24 to 10% moisture. At 2.4% OV, there was a 
22% reduction, and at an OV of 0.7%, the AB reduction was 44%. 
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Thus, significantly reducing AB level by altering dryer conditions 
does not appear feasible. 

To determine the subjective effects of ART processing, stems from 
ART run 086 were superheated in the 3" tower. This included 
uncased CRS feedstock, cased CRS that was dried' at the Bermuda 
Hundred Pilot Plant, and cased CRS that was subjected to high 
pressure CO^ and then dried. (Filler was not used in this run.) 
Evaluation indicated that the pre- and post-ART samples are 
subjectively more similar to one another than to the uncased CRS. 
Also, post-ART CRS and shredded stems from the top and bottom 
baskets of runs 087 and 088 were superheated for subjective 
evaluation. The segregated stems were blended for additional 
superheating runs and for sheet making trials. 

C. Plans : Conduct tests utilizing the Quester steam tunnel to 
declump post-ART filler prior to casing. 

Repeat testing of ammonium bicarbonate application on strip for 
commercial design. 

Complete subjective evaluation of the above stem products. 

Conduct tests on the Louisville IS line to produce superheated IS 
from post-ART CRS. 

Following installation, evaluate the Dickinson Admoist 
conditioning unit as an alternative to cylinders for conditioning 
whole stems prior to shredding or rolling/cutting operations. 


Ill. BINDER DEVELOPMENT 

A. Objective : Develop methods to produce binder systems for the foam 
bound rod, bonded ends, and low density rod programs. 

B. Results : Assistance to Engineering's bonded ends evaluation was 
continued through the preparation of several sodium CMC solutions 
with the addition of licorice as a foaming agent. Also, solutions 
of sodium CMC with additions of Mg acetate and Ca acetate were 
prepared and characterized for evaluation on the R&D ink jet 
system. 

Because of cost considerations, maltodextrin is being reevaluated 
as a foam binder candidate. Laboratory characterization 
(viscosity, foam quality, film strength, contact angle, surface 
tension) of maltodextrins at various dextrose equivalents was 
conducted to identify the optimum binder for process utilization'. 
In addition, a degraded pectin solution was prepared for use in 
Engineering trials at FTR. 

C. , Plans : Continue to provide support as required to the above 

programs. 
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IV. TMCI-ASTA SHEET 

A. Objective : To develop a subjectively and physically acceptable 
reconstituted tobacco sheet using the TMCI process and PM^RCB 
technology for international' application. 

B. Results : Microflake production was begun in the TSA Tarragona 
plant on the 22nd of February. 

There have been indications during ASTA processing in Portugal and 
FTR that particle size was a factor influencing sheet quality. 

Some earlier work with CTB slurries also indicated that the type 
of grinding mill used for particle size reduction affected slurry 
viscosity possibly due to a particle shape factor. For these 
reasons, bright tobacco stems were ground in the laboratories of 

C. E. Raymonds Chicago, to three different sizes on both an impact 
mill and a roller mill. The mean particle size of these products 
was I20|i, 60p. and 25|1 representing BL production dust, FTR ASTA 
feedstock and Portugese ASTA feedstock, respectively. This work 
may allow the total solids of the slurry to be increased and 
thereby reduce drying costs. 

C. Plans : 

1. Inspect Microflake production in Portugal and Spain during the 
week of 3/7/88 to make final arrangements for ASTA trials in 
Spain beginning 4/18/88. 

2. Evaluate the effect of particle size and shape on slurry 
viscosity and the sheet quality of ASTA and RCB. 


V. CTB 

A. Objective : To design and build an equipment package for 
production of CTB in South American countries. 

B. Results : The trials to evaluate equipment for production of CTB 
In Ecuador using Ecuadorian GT and burley casing were completed. 
The same concentration of CT in Marlboro burley casing was found 
to give the same slurry viscosity as US-CTB, but an excess of 50% 
CT in Lark casing was found to be possible for the same viscosity 
as US-CTB. 

C. Plans : Ship equipment to Ecuador after some minor mechanical 
modifications are completed. 
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